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© Conveyor system. 



@ A conveyor system for positioning slices of meat 
or other for Jr^iuffs by converting M input streams of 
products ;.irj N outpu; -trcams of product where M 
is an integer greater than one and N is an integer 
not equal to M comprises input conveyor means (15, 
55) for conveying M input streams and output con- 
veyor means (16.58) for conveying N output 
streams. It also includes a multi-element strip con- 
veyor (17, 18, 56, 57) having its upstream input end 
arranged to receive products (P) from an input 

3 stream and having its downstream end an'anged to 
move laterally to deposit products from the input 
0> stream into an output stream shifted laterally with 
^respect to the input stream. The conveying elements 



(37. 41, 67) of the multi-element strip conveyor (17, 



^18, 56. 57) are arranged to conform as its down- 
stream end moves laterally. 
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The present invention relates to conveyor sys- 
tems for handling individual slices, stacks or shin- 
gles of slices of meat or meat products or other 
sticky, soft, or crumbly foodstuffs which need to be 
conveyed positively and which cannot be pushed 
by kerbs or guides and made to slide over the 
surface of a belt conveyor. It is particularly con- 
cerned with a system for changing the number of 
streams of products being conveyed along a flow 
line. There is a requirement both to combine two or 
more separate streams into one output stream and 
to multiply the two more streams into three or more 
output streams. 

Conventionally conveyor systems for changing 
the number of streams of product usually include a 
simple flat belt conveyor and a series of fixed 
kerbs or belt conveyors operating in a vertical 
plane which guide the products in the lateral direc- 
tion of the belt conveyor to merge two streams into 
one or to multiply the number of streams. Exam- 
pies of these conventional conveying systems are 
described in FR-A-2587007 and FR-A-21 68967. 

Conventional systems that have been provided 
specifically for handling slices of meat or meat 
products include US-A-4431104 in which three suc- 
cessive products from a stream coming from one 
direction are fed to a turning table on which the 
direction of conveyance of the products is turned 
through 90^ so that at the output of the turning 
table the three successive products form three 
separate streams of product on the ou^ut con- 
veyor. The turning table is formed by intercallated 
belts and rollers which, by relatively raising and 
lowering them with respect to each other it is 
possible to either convey the products in 'the one 
direction, or in a direction at 9Q« to the one direc- 
tion and so turn the products through 90^ Another 
prior conveyor system specifically intended to han- 
dle slices of meat and meat products is shown in 
GB-A-1546126 in which a single stream of product 
is fed via an overhead conveyor and placed on top 
of pieces of card fed along a second conveyor 
underneath the overhead conveyor with means be- 
ing provided to synchronise the travel of the prod- 
uct and the card so that the product is deposited 

on the card. 

According to this invention a conveyor system 
for positioning slices of meat or other foodstuffs by 
converting M input streams of products into N 
output streams of products where M is an integer 
greater than one and N is an integer not equal to M 
comprises input conveyor means for conveying M 
input streams and output conveyor means for con- 
veying N output streams, and includes a multi- 
element strip conveyor having its upstream input 



end arranged to receive products from an input 
stream and having its downstream end aranged to 
move laterally to deposit products from the input 
stream into an output stream shifted laterally with 
5 respect to the input stream, the conveying ele- 
ments of the muit'-eiement strip conveyor being 
arranged to conform as its downstream end moves 
laterally. 

Preferably the multi-element strip conveyor in- 

70 eludes at its upstream end, a drive roller and its 
downstream end an idler roller, both rollers being 
grooved to receive the conveying elements of the 
strip conveyor, the idler roller being movable lat- 
erally with respect to the drive roller and the eie- 

T5 ments of the strip conveyor being elastic to accom- 
modate changes in length between the^ idler and 
drive roller as the idler roller is moved laterally. 
Preferably the conveying elements of the multi- 
element conveyor are formed by elongate bands of 

20 rubber or rubber-like elastomeric material having a 
substantially circular cross-section. It is also pre- 
ferred that the idler roller is formed by a number of 
individual roller elements mounted on a common 
axle. Each of the individual roller elements receives 

25 one of the elements of the strip conveyor and each 
is free to rotate with respect to its neighbours 
around the common axle. Preferably the common 
axle is also free to rotate in its mounting. 

The multi-element strip conveyor may carry 

30 more than one stream of products and more than 
one multi-element strip conveyor may be included 
in the conveyor system. The input conveyor means 
may be formed by M separate conveyors anranged 
generally side-by-side or may be formed by a 

35 single conveyor arranged to convey M Input 
streams side-by-side. Equally; the output conveyor ^ 
means may be formed by N separate conveyors or 
be formed by a single conveyor which conveys the 
N separate streams. 

40 Where the number of input streams M is great- 

er than the number of output streams N the input 
streams are separated in the vertical direction and 
where vertically separated, are moved laterally with 
respect to one another to overlap the streams. This 

45 may be done by having the multi-element strip 
conveyor on top or underneath a fixed conveyor or 
by having two multi-element strip conveyors one 
on top of the other with their downstream ends 
displaced laterally In opposite directions. With this 

50 arrangement the speed of the overlapped convey- 
ors may be constant and their path length substan- 
tially the same so that side-by-side products from 
two adjacent streams are overiapped substantially 
one on top of the other or. alternatively, by control- 
ling the relative speeds of the two conveyors it is 
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possible to interleave the products of two input 
streams to form a single output stream. 

Alternatively the number of output streams N 
may be greater than the number of input streams 
M and, In this case typically all of the conveyors in 
the conveyor system lie in the same generally 
horizontal plane. Also in this case the downstream 
end of the multi-element strip conveyor moves 
laterally backwards and forwards to deposit pro- 
ducts from one input stream into one of two dif- 
ferent outputs streams. Also in this case it is pre- 
ferred that the output conveyor means includes 
individual short conveyors or liftable platforms 
which can be operated to stop the progress of 
products in the outputs streams individually to en- 
able successive products from an input stream to 
be located side-by-side in adjacent output streams. 
Preferably the multi-element strip conveyor is ar- 
ranged to convey at least two successive products 
from each input stream to each output stream 
before being moved laterally to convey successive 
products to a different output stream. 

Particular examples of conveyor systems in 
accordance with this Invent'on will now be de- 
scribed with reference to the accompanying draw- 
ings in which:- 

Rgure 1 is a perspective view of a first 
example; 

Figure 2 is a diagrammatic perspective view 
illustrating the operation of the first example; 

Rgure 3 is a plan view of the first example 
with the overhead conveyor removed for clarity; 

Rgure 4 is a plan view of the overhead 
conveyor; 

Rgure 5 is a horizontal section through part 
of the framework for the lower conveyor: 

Figure 6 shows a modification of the upper 
conveyor; 

Rgure 7 is a plan view of a second example; 

Rgu.'-e 8 is a vertical section taken along the 
lines VII! - VIII shown in Rgure 7; 

Rgures 9A to 9E are a series of schematic 
diagrams showning how products are handled fay 
the second example; and. 

Figure 10A to 1 0F are a series of diagrams 
of a third example showing how products are han- 
dled by it. 

A first example of conveyor system comprises 
an input conveyor 15 and an output conveyor 16 
linked by a lower conveyor 17 and an overhead 
conveyor 18. Two streams of products P entering 
the input conveyor 1 5 are separated by one stream 
being handled by the lower conveyor 17 and the 
other being handled by the overhead conveyor 18. 
The two streams of products P are then over- 
lapped one on top of another as shown in Rgure 2 
on the output conveyor 16. 

The input conveyor 15 comprises a grooved 



drive roller 21 and a grooved idler roller 22 journal- 
led into opposite ends of a supporting frsune 23. 
The drive roller 21 and idler roller 22 are linked 
together by bands 24 which form a first, generally 

5 horizontal conveying surface of the input conveyor 
15. A second grooved idler roller 25 is arranged to 
be moved up and down and bands 24' extend 
between the idler roller 22 and the second idler 
roller 25 to form an inclined portion of the input 

;o conveyor 16. The drive from the drive roller 21 
transmitted by the belts 24 causes the idler roller 
22 to rotate and in turn, move the bands 24' 
forming the inclined portion of the input conveyor 

15. The second idler roller 25 is also supported 
75 from the frame 23. 

The frame 23 includes guide bars 23' journal- 
led into a main frame 26 of the conveyor system. A 
hand wheel 27 connected to a lead screw 28 is 
secured by a thrust bearing in the frame 23. The 

20 lead screw 28 is screw threaded into the main 
frame 26 so that rotation of the hand wheel 27 
causels lateral movement of the frame 23 and with 
it the entire input conveyor 15. These portions are 
shown most cleariy in Rgure 5. 

25 The output conveyor 16 comprises grooved 

rollers 29 and 30 mounted in a supporting frame 
31. The supporting frame 31 includes guide rails 
32 and 33 that are again journailed into the main 
frame 26 of the conveyor system and a hand wheel 

30 and lead screw arrangement 34 and 35 enable the 
frame 31 to be moved laterally in a similar fashion 
to frame 23. Bands 36 link the grooved roll rs 29 
and 30 to complete the output conveyor 21 . 

The lower conveyor 22 comprises bands 37 of 

35 elastic material such ais silicone rubber having a 
substantially circular cross section located in the 
grooves of rollers 21 and 29. By adjusting the 
lateral position of the rollers 21 and 29 by the hand 
wheels 27 and 34, the lower conveyor 17 can move 

40 products laterally as it conveys""them forwara as " 
illustrated most clearly in Rgure 2. The elastic 
nature of the bands 37 enables them to accom- 
modate changes in their path length as the rollers 
21 and 29 are moved relative to one another. The 

45 belts 37 transmit the drive from the drive roller 21 
to the roller 29 and hence to the output conveyor 

16. In this example the first portion of the input 
conveyor 15, the lower conveyor 17 and the outptit 
conveyor 16 all have their conveying surfaces lying 

.5(7 in a substantially horizontal plane. However, the 
conveyor 1 7 and the rollers 21 and 29 may be at a 
lower level than the rollers 22 and 30 to give 
approximate mirror symmetry between the lower, 
conveyor 17 and the overhead conveyor 18. 
55 The overhead conveyor 18 is shown in detail in 

Rgure 4 and comprises a grooved driven roller 38 
which Is journailed into and moves with the frame 
23 » an idler roller 39 which is journailed into a 
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framework 40 and elastic belts 41 linking the 
grooved rollers 38 and 40, The belts 41 are elastic 
and again formed of silicone rubber with a substan- 
tially circular cross section. The overhead conveyor 
also includes an inclined discharge portion 42 
which is also mounted on the frame 40 and in- 
cludes a downstream roller formed by individual 
roller elements 43 for each belt joumalled onto a 
freely rotatabie axle 44. Flat belts 45 are connected 
between the roller 39 and the individual roller ele- 
ments 43 to provide the conveying surface for the 
discharge conveyor 42. The downstream end of the 
discharge conveyor 42 is movable upwards and 
downwards to vary the height of the discharge end 
of the conveyor above the output conveyor 16. 

The framework 40 includes a slider bar 46 
which is arranged to slide through mounting 47 
attached to the main frame 26. A screw threaded 
arm projects upwards from the slider bar 46 
through a slot 48 in the mounting 47, and a clamp- 
ing handle 49 (shown in Rgure 1) is screwed onto 
the threaded stud to clamp the slider bar 46 in 
position. In this way the lateral position of the 
framework 40 and hence of the idler roller 39 and 
discharge conveyor 42 can be adjusted with re- 
spect to the grooved roller 38. changes In the path 
length between the rollers 38 and 39 being accomr 
modated by the elasticity of the belts 41. By ad- 
justing the relative positions of the input and output 
conveyors using the hand wheels 27 and 34 and 
by adjusting the position of the discharge conveyor 
42. it is possible to cause the two input streams of 
products supplied to the input conveyor 15 to be 
overlapped completely or to a predetermined ex- 
tent as shown in Figure 2. 

Preferably, the drive rollers 21 and 38 are both 
powered from a common electric motor with an 
infinitely variable gearbox disposed between them 
so i-hj^t the relative speeds of the overhead con- 
veyor 18 and that of tiie remaining conveyors can 
be varied. In this way, it is possible to take account 
of any differences in path length between the lower 
conveyor 17 and the overhead conveyor 18 to 
ensure that products fed in the two streams to the 
input conveyor 15 are placed precisely in register 
one above the other. Alternatively, it is also possi- 
ble to interleave products from one stream with 
those of the other to provide a single stream of 
evenly spaced products. The bands 24. 24' and 36 
may be formed by flat belts similar to the belts 45 
or may be formed by round section bands. Alter- 
natively, all of these may be replaced by conveying 
chains or other non-extensible, flexible conveying 
elements. 

In a modification of the first example shown in 
Figure 6, a stepping motor 50 is mounted on the 
support 47 and drives a lead screw 51 which is 
screw threaded into a portion 52 of the slider arm 



46. Actuation of the stepping motor 50 rotates the * 
lead screw 51 and causes the slider arm 46 to 
move laterally to vary the lateral* position of the 
downstream end of the overhead conveyor 1 S. 
5 A second example of conveyor system in ac- 

cordance with this invention is shown in Figure 7 
and comprises an input conveyor 55, two side-by- 
side multi-element strip conveyors 56, 57 and an 
output conveyor 58 which includes six support sta- 
te tions 59. The downstream ends of the multi-ele- 
ment conveyors 56 and 57 are arranged to move 
^ laterally independently of each other between the 
positions shown in solid lines in Figure 7 and those 
shown in dotted lines in Figure 7. In this way 
76 products entering the input conveyor 55 are moved 
laterally to the left or right by the conveyors 56 and 
57 before being deposited upon the output con- 
veyor 58. Thus, two streams of products entering 
the input conveyor 55 are formed into three sepa- 
20 rate streams on the output conveyor 58. as will be 
described in detail subsequently. 

The input conveyor 55 comprises a grooved 
driven roller 60 and an idler roller assembly 61 
formed by independently individual rollers 62 jour- 
25 nailed onto an axle 63 which is also free to rotate. 
The idler roller assembly 61 and the grooved roller 
62 are inter-connected by ribbons or flat belts 64 
which form the carrying surface of the input con- 
veyor 55. 

30 The multi-element strip conveyors 56 include 

idler roller assemblies 65 and 66, respectively, and 
bands 67 of resilient elastomeric material such as 
silicone rubber of substantially circular cross sec- 
tion. The idler roller assemblies 65 and 66 are 

55 supported by a framework which is driven to the 
right and left by a motorized lead screw arrange- 
ment similar to that described in detail with refer- 
ence to Figure 6. The bands 57 accommodate the 
changing path length between the driving roller 60 

40 and the idler roller assemblies 65 and 66 . by . 
stretching and contracting as the idler roller assem- 
blies 65 and 66 move transversely. The idler roller 
assemblies 65 and 66 comprise separate rollers 
independently joumalled onto a freely rotatabie 

45 axle. 

The output conveyor 58 comprises a driven 
roller 69 and an idler roller assembly 70. The idler 
roller assembly 70 is formed by a number of in- 
dividual roller elements 71, each of which is freely 

50 rotatabie on an axle 72 which itself is joumalled 
and free to rotate in bearings 73. The driven roller 
69 and idler roller assembly 70 are connected 
together by bands 74. The support platforms 59 
are shown in more detail in Figure 8 and comprise 

55 a number of upright elongate plates 75 intercallated 
between adjacent bandis 74 of the output conveyor 
58. The plates are connected together by nuts and 
• bolts 76 with spacers 77 located between adjacent 
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plates 75. The plate assemblies are mounted onto 
the ram of a pneumatic piston and cylinder assem- 
'biy 78 and are also connected to guide pins 79 
which are guided in corresponding bores (not 
shown) to constrain the movennent of the plate s 
assemblies 75. Actuation of the pneumatic piston 
and cylinder assembly 78 brings the upper sur- 
faces 80 of the plates 75 to a level above the upper 
surface of the bands 74, as shown in Rgure 8, 
while lowering of the pneumatic piston and cylinder ro 
assembly 78 moves the upper surfaces 80 of the 
plates 75 to a level beneath that of the upper 
surface of the bands 74. In use, by lifting support 
platforms 59 a product being conveyed by the 
bands 74 is lifted above their surface and so is is 
held stationary whilst the bands 74 continue to 
move fonvards. 

The conveyor system also includes 
photoemitter/photodetector devices 81 and a retro- 
reflector 82 associated with each of the support 20 
platforms 59 and a computer based control unit 
indicated generally by reference numeral 83 to 
control the raising and lowering of the support 
platforms 59 by actuation of solenoid controlled 
valves 84. independence on the presence of pro- 2s 
ducts in the region immediately above the support 
platforms 59. The driven roller 69 may rotate at a 
constant speed so that the linear speed of the 
conveyor 58 is matched to that of the input 55 and 
multi-element conveyors 56 and 57 or. alternative- 30 
ly, the driven roller 69 may be controlled by the 
control unit 82 to accelerate and decelerate so that 
products are substantially stationary as they en- 
gage and dis-engage the top surface 80 of the 
support platforms 59. In this case, any product as 
being transferred from the conveyors 56 and 57 to 
the output conveyor 69 tends to bow slightly at the 
join between the two but. since the output conveyor 
58. is accelerated rapidly once the product is en- 
gaged or dis-engaged, any such bowing is quickly 4o 
removed. The average speed of the output con- 
veyor 58 is substantially the same as that of the 
other conveyors. 

The sequence of operation of the second ex- 
ample is described with reference to Figures 9A to 46 
9E. The products which in this case are shingled 
groups of slices of meat or meat product are fed 
as two streams A and B to the input conveyor 55. 
In Rgure 9 the individual products are numbered 
sequentially. Assuming that at the start of the pro- so 
cess ttie conveyors 56 'and 57 are both to the right 
hand side as shown in Figure 7. i.e. in the chain 
dotted position as shown in Figure 7, then the first 
product from streams A and B are transferred to 
the output conveyor 58. Immediately this has oc- ss 
curred, conveyor 56 is moved into its alternative 
leftmost position as shown in Figure 9B so that 
when the products 2A and 28 reach the down- 



stream end of the conveyors 56 and 57 they are 
fed to opposite sides of the output conveyor 58. As 
soon as the first products 1 A and 1 B are detected 
by the photosensors associated with the second 
support platforms in the right and middle lanes of 
the output conveyor 58, the support platforms are 
lifted to retain products lA and 1B on these plat- 
forms. As products 2A and 28 are transferred onto 
the output conveyor 58. as soon as product 2A is 
detached by the photodetector associated with the 
first support platform 59 in the right hand lane of 
the output conveyor 58. this platform is raised to 
stop product 2A. Product 2B continues until it is 
detected by the photodetector associated with the 
second support platform 59 of the left hand side of 
the input conveyor 58 whereupon this support plat- 
form is raised to stop the product 2B. As soon as 
product 2A has been transferred from the conveyor 

57 to the conveyor 58 the conveyor 57 is moved to 
the left. This is the position shown in Rgure 9C. 
Then, the products 3A and 38 are transferred to 
the conveyor 58 and, upon their detection by the 
photodetector associated with the first two support 
platforms of the left hand and middle lane of the 
output conveyor 58 the other support platforms are 
lowered so that the group of six products travels 
together and is discharged in a 3 x 2 format from 
the output conveyor 58 to a downstream packing 
machine, typically a vacuum packaging machine. 

The. next two products 4A and 48 are trans- 
ferred directly from the conveyors 56 and 57 to the 
output conveyor 58. Immediately after the product 
4A has left the conveyor 57, this is moved to its 
right most position. The following products 5A and 

58 are then fed from the conveyors 56 and 57 to 
the output conveyor 58 and the second support 
platforms 59 on the left hand lane and middle lane 
of the output conveyor 58 are raised as the pro- 
ducts 48 and 4A are detected to stop the forward 
progress of these product. -4"ni& position Is shown 
in Rgure 9E and this corresponds to the arrange- 
ment described with respect to Rgure 98. The 
process then continues as before to provide 
batches of products in a 3 x 2 fonmat. 

A third example of conveyor system in accor- 
dance with this invention is generally similar to the 
second example except that it includes three rows 
of platforms 59 and associated photodetectors, and 
one additional support platform 89 located in the 
left hand or right hand lane of the output conveyor 
58. This arrangement enables batches of nine 
items in a 3 x 3 format to be produced. The third 
example operates in substantially the same way as 
the second example except that the initial products 
are stopped on the third row of support platforms 

59 and the products are not discharged once a 3 x 
2 format has been achieved. The first four products 
from lanes A and B are handled in precisely the 
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same way as has been described with reference to 
Rgure 9. Thus. Figure 10A corresponds to the 
arrangement shown in Figure 9E where the last two 
rows of support platforms have all been loaded and 
are holding products stationary, whilst the left hand s 
and middle lanes of the first row of support plat- 
forms are also holding products 4A and 4B. Upon 
the transfer of product 5A and 5B from the convey- 
ors 56 and 57 product SB is held by additional 
support platform' 89 whilst product 5A continues w 
forward on the output conveyor 58 until, upon its 
detection, all of the support platforms 59 are lower- 
ed so that a 3 X 3 batch of products is discharged 
from the output conveyor 58. After the product 58 
has left the conveyor 56. this is moved to the is 
middle lane as shown in Rgure 108 and the addi- 
tional support platforms 89 is subsequently lowered 
so that the products 5B from support platform 89 
proceeds forwards along the output conveyor 57 at 
much the same time as products 6A and 6B are 20 
transfen-ed from the conveyors 56 and 57 to the 
output conveyor 58. The support platforms 59 in 
the last row lift as the products 6A, 6B and 5B are 
detected so that these products are then stopped 
in the last row of support platforms 59. The pro- 25 
cess is continued as before until, as shown in 
Rgure 10E the products 9A and 9B are fed from 
the conveyors 56, 57 to the output conveyor 58. 
Upon detection of these two products all of the 
support platforms are again lowered to discharge a 30 
further 3x3 group of products to a downstream 
packaging machine. Thus, the additional support 
platform 89 to used to hold the odd product every 
other batch in the case where an even number of 
products are fed to the conveyor system and an as 
odd number discharged. 

The second example may be modified by the 
inclusion of two additional rows of support plat- 
forms and so provide batches of twelve products 
di ranged in 2 3x4 format. The provision of more 40 
additional support platforms 89 can also enable the 
use of configurations other than two Input streams 
and three output streams. For example, three input 
streams and three of the movable multi-element 
conveyors, like conveyors 56 and 57 may be in- 45 
eluded to provide five output streams on the output 
conveyor. In this case, ten support platforms would 
be required to provide a 5 x 2 output format. Also 
in this case two additional support platforms 89 are 
required- 



Claims 

1. A conveyor system for positioning slices of ss 
meat or other foodstuffs by converting M input 
streams of products into N output systems of pro- 
ducts where M is an integer greater than one and 



N is an integer not equal to M comprises input 
conveyor means (15,55) for conveying M Input 
streams and output conveyor means (16.58) for 
conveying N output streams^ characterised in that it 
includes a multi-element strip conveyor (17. 18, 56. 
57) having its upstream input end arranged to 
receive products (P) from an input stream and 
having its downstream end arranged to move lat- 
erally to deposit products from the input stream 
into an output stream shifted laterally with respect 
to the input stream, the conveying elements (37^ 
41, 67) of the multi-element strip conveyor (17, 18. 
56. 57) being arranged to confonm as its down- 
stream end moves laterally. 

2. A conveyor system according to claim 1, in 
which the multi-element strip conveyor (17, 18, 56, 
57) includes at Its upstream end, a drive roller {21 . 
38, 60) and at rts downstream end idler roller 
means (29. 39. 65. 66) both being grooved to 
receive the conveying elements (37, 41 . 67) of the 
strip conveyor, the idler roller means (29, 39. 65, 
66) being movable laterally with respect to the 
drive roller (21 , 38, 60) and the conveying elements 
(37, 41. 67) of the strip conveyor being elastic to 
accommodate changes in length between the idler 
roller means (29, 39. 65, 66) and drive roller (21 , 
38, 60) as the idler roller means (29, 39, 65. 66) is 
moved laterally. 

3. A conveyor system according to claim 1 or 

2. in which the conveying elements (37. 41, 67) of 
the multi-element conveyor (17. 18. 56, 57) are 
formed by elongate bands of rubber or rubber-like 
elastomeric material having a substantially circular 
cross-section. 

4. A conveyor system according to claim 2 or 

3, In which the idler roller means (65, 66) are 
formed by a number of individual roller elements 
mounted on a common axle, each of the individual 
roller elements receiving one. of the conveying ele- 
ments ot the strip conveyor and being free to rotate 
with respect to its neighbours around the common 
axle, the common axie also being free to rotate. 

5. A conveyor system according to any one of 
the preceding claims, in which two multi-element 
strip conveyors (17, 18. 56. 57) are included. 

6. A conveyor system according to any one of 
the preceding claims, in which the number of input 
streams M is greater than the number of output 
streams N. the input streams are separated in the 
vertical direction and where vertically separated, 
are moved laterally by the multi-element strip con- 
veyor (17, 18) to overlap the streams. 

7. A conveyor system according to claim 6 
when dependent upon claim 5, in which the two 
multi-element strip conveyors (17. 18) are posi- 
tioned one on top of the other with their down- 
stream ends displaced laterally in opposite direc- 
tions. 
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8. A conveyor system according to claim 6 or 
7, including means to vary the speed of the or 
each multi-element strip conveyor (17. 18). 

9. A conveyor system according to any one of 
claims 1 to 5, in which the number of outputs 5 
Streams N Is greater than the number of input 
streams M, ail of the conveyors in the conveyor 
system lie in the same generally horizontal plane. 

and the downstream end of the or each multi- 
element strip conveyor (56, 57) moves laterally io 
backwards and forwards to deposit products from 
one input stream into one of two different output 
streams, the output conveyor means (58) including 
liftable platforms (59) which are operable to stop 
the progress of products in the output streams is 
individually to enable successive products from an 
input stream to be located side-by-side in adjacent 
output streams. 

10. A conveyor system according to claim 9. in 
which the or each multi-element strip conveyor is 20 
arranged to convey at least two successive pro- 
ducts from each input stream to each output 
stream before being moved laterally to convey 
successive products to a different output stream. 

25 
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